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Endmilling of Hardened Die(2nd Report)
-Analysis of Wear Mechanism in Endmilling with Coated Carbide Tools-
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Fig. 1  Chip Shape Formed With a New Cutter

Fig.2  Chip Shape Formed With a Worn Cutter
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Shape of Cutting Edge (A Worn Cutter )
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a Artificially Worn Cutter

Fig.4 Chip Shape Formed With
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Fig.5 Cutting Forces of Sharp Cutter
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Fig.6  Cutting Forces of Artificially Worn Cutter
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